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P RQDTTCT CHANGE METHOI> FOR A CIGARET TE MANUFACTURING 
MAg^UNO^ 

TECHNICAL FIELD 

10 The present invention relates to a product chajige 

method for a cigarette manufacturing machine. 
BACKGROUND ART 

On cigarette- manufacturing machines for example of 
the type disclosed in GB-952077-A, US-4756315-A1 or GB- 
15 2088693-A, product changes are normally made by stopping 
the machine and clearing the various compartments of the 
machine either by hand or using external suction devices. 

Which operations obviously involve relatively long 
machine stoppages ajid the use of skilled labour. 
20 DISCLOSURE OF INVENTION 

It is an object of the present invention to provide 
a product change method for a cigarette manufacturing 
machine, designed to eliminate the aforementioned 
drawback. 

25 More specifically, it is an object of the present 

invention to provide a method of effecting a product 
change on a ci>garette manufacturing machine substantially 
without stopping the machine. 
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According to the present inirention, there Is 
provided a product change method for a cigarette 
nanufactixrlng machine, as claimed In Claim 1 and 
preferably In any one of the following Claims depending 
5 directly or indirectly on Claim 1. 

BRIEF DESCRIPTION OF THE DRAWINGS 

A non-limiting embodiment of the present invention 
will be described by way of example with reference ttf the 
accompanying drawings, in which: 
10 Figure 1 shows a schematic side view, with parts in 

section and parts removed for clarity, of a cigarette 
manufacturing machine capable of operating according to 
the method of the present invention; 

Figure 2 shows a section along line ll-li in Figure 

Figures 3, 4 and 5 show a detail of Figure 1 in 
three different operating positions. 

BEST MODE FOR CARRYIMG OPT THE IWVENTIOH 
Number 1 in Figure 1 indicates as a whole a 
cigarette manufacturing machine co«5»rising an input 
hopper 2 for receiving shredded tobacco 3 from a supply 
header 4, which in turn comprises a box 5 located on top 
of hopper 2 and fitted at the bottom with a shut-off 
valve 6 which, in the closed position, disconnects box 5 
from input hopper 2. More specifically, valve 6 comprises 
a plate 7 hinged to a lateral wall 8 of box 5 and 
movable, by a known actuator (not shown) controlled by a 
level sensor 9 inside input hopper 2, between a vertical 
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open position, and a horizontal closed position in which 
plate 7 defines a bottom wall of box 5. 

Header 4 also conqprises a suction conduit 10 fitted 
through lateral wall 8 and connected to a taown suction 
device (not shown> for producing a vacuum in box 5; and a 
feed conduit 11, the outlet of which communicates with 
box 5 through lateral wall 8, and the inlet of which 
communicates selectively,, by means of three valves 12a, 
12b, 12c, with respective feed conduits 13a, 13b, 13c for 
supplying respective different types 3a, 3b,. 3c of 
shredded tobacco 3. 

Manufacturing machine 1 also con5>rises a 
substantially horizontal conveyor 14 having a bottom 
branch 15, which extends beneath a suction box 16, and an 
intermediate portion of which closes the top end of an 
upflow channel 17 for a stream 18 of shredded tobacco 3 
fed (in Icnown manner not shown) to ixpflow channel 17 by 
input hopper 2 and for forming, on bottom branch 15, a 
bead 19 of tobacco retained by suction on conveyor 14. 

In a variation not shown, manufacturing machine 1 
comprises two or more conveyors 14 fed by respective 
upflow channels 17 connected, in known manner, in 
parallel to input hopper 2. 

An output end of bottom branch 15 of conveyor 14 is 
located over a table 20 for forming a continuous 
cigarette rod 21 from a paper strip 22 - fed onto table 
20 along a feed line 23 extending through a cutting 
station 24, and fed along table 20 by a conveyor 25 - and 
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from bead 19 of shredded tobacco, which is released onto 
paper strip 22 close to an input ead of conveyor 25 and 
over cutting station 24. I„ the event a number of 
conveyors 14 are provided, forming table 20 is obviously 
( connected to an equal number of feed lines 23 supplying 
respective paper strips 22. 

AS shown in Figure 1, Continuous cigarette rod 21 is 
fed by conveyor 25 to a known cutting device 26, for 
cutting continuous cigarette rod 21 transversely into 
portions (not shown), via an Intercepting device 27 
comprising a powered deflecting member 28, which rotates . 
about an axis 29 between a raised rest position, and a 
lowered work position in which deflecting meniber 28 
directs the load on conveyor 25 downwards to form a waste 
stream 30 which is fed into a bin 31. 

Operation of manufacturing machine 1 will now be 
described assuming it is operating with shredded tobacco 
3a to produce a given type of cigarette, and is to be 
switched over to produce a different type of cigarette 
from a different type of shredded tobacco, e.g. shredded 
tobacco 3b. 

During the normal production run using shredded 
tobacco 3a, valve 12a is kept open, valves 12b and 12c 
are kept closed, and valve 6 is normally closed, so that 
the air sucked out along suction conduit 10 draws 
Shredded tobacco 3a up into box 5 along feed conduit 11 
to gradually fill box 5, which is only emptied into input 
hopper 2, by opening valve 6, when a low level of 
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Shredded tobacco inside input hopper 2 is detected by 
level sensor 9. That is, shredded tobacco 3a is 
transferred in bulk from box 5 to input hopper 3 under 
the control of level sensor 9. 

Once inside input hopper 2, shredded tobacco 3a is 
transferred^ in known manner not shown ^ to upflow channel 
17, which feeds it onto the underside of bottom branch 15 
of conveyor 14 to gradually form, on bottom branch 15, 
bead 19, which is fed by conveyor 14 onto paper strip 22 
fed continuously along forming table 20 and folded 
gradually crosswise about bead 19 to form continuous 
cigarette rod 21. That is, during the normal production 
run, paper strip 22 is fed continuously along feed line 
23 and forming table 20, receives bead 19 of tobacco 3a 
15 continuously, and is continuously folded crosswise to 
continuously form continuous cigarette rod 21, which is 
fed continuously beneath deflecting member 28, in the 
raised rest positicMi, to cutting device 26. 

Manufacturing machine 1 is switched over to a 
different type of cigarette by first closing valve 12a to 
cut off supply of shredded tobacco 3a, stopping feed line 
23, and simultaneously cutting paper strip 22 at cutting 
station 24 (Figure 3), while leaving the rest of 
manufacturing machine 1 running, so that all the 
25 remaining shredded tobacco 3a is sucked into box 5, which 
is then opened, under the control of level sensor 9, to 
unload the remaining shredded tobacco 3a into input 
hopper 2 and so empty header 4 con?)letely. At which 
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point, suction along suction conduit 10 is cut off. 

At the same time (Figure 3), deflecting member 28 is 
moved into the lowered work position to direct the 
remaining bead 19 of shredded tobacco 3a, without 
5 relative paper strip 22, into waste bin 31. This 
operation continues (Figure 4) until mauiufacturing 
machine 1 is cleared completely, which may optionally be 
perfected automatically using compressed air jets in 
known manner not shown . 

IQ At this point, with the machine in the saime 

configuration described above, but with suction restored 
along suction conduit 10, valve 12b is opened to feed 
I shredded tobacco 3b directly into input hopper 2 (input 

|J" hopper 2 is enpty to begin with, so that plate 7 is kept 

15 in the vertical open position by level sensor 9) amd 
afterwards only into box 5. By means of successive loads 
of shredded tobacco 3b, manufacturing machine 1 is filled 
conpletely with tobacco 3b to form a bead 19, which is 
fed, without relative paper strip 22, along forming table 

20 2 0 and directed by intercepting device 27 into waste bin 
31. Only when the correct compactness of bead 19 of 
shredded tobacco 3b is achieved, are conveyors 14 and 25 
stopped and then started again, after feeding paper strip 
22 along forming table 20, to form a new type of 

25 continuous cigarette rod 21, a first portion of which is 
again directed by intercepting device 27 into waste bin 
3^ 31. Finally, deflecting member 28 is restored to the 
raised rest position to permit normal production of the 
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new type of cigarette using shredded tobacco 3b 



